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Epitome 



(57) [Abstract] 

[Technical problem] When forming a wing member by the member different from a 
top sheet, a wing member is certainly joined to a main part 

[Means for Solution] The absorption layer 12 is pinched between a backseat 1 1 and 
the top sheet 10, and main part 1A is formed in it In the both-sides section of the 
cross direction of main part 1A V the wing member 15 is pinched and joined between 
a backseat 1 1 and the top sheet 1 0. The cementation width of face 22 of a 
cementation field of the top sheet 10 and the wing member 15 is made longer than 
the cementation width of face 21 of a cementation field of a backseat 11 and the 
wing member 15. Therefore, bonding strength of main part 1 A and the wing member 
1 5 can be made high. 
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CLAIMS 



[Claim(s)] 

[Claim 1] It is the absorptivity article characterized by to pinch said wing member 
between said top sheets and backseats in the both-sides section of said main part 
in an absorptivity article with which a main part which consists of an absorption 
layer pinched between a liquid permeability top sheet, a backseat, and said both 
sheets, and a wing member which is prepared in the both-sides section of said main 
part, and extends from said main part to a way outside the cross direction were 
prepared, and to be joined. 

[Claim 2] An absorptivity article according to claim 1 both a width-of-face size in 
said cross direction of a cementation field of said top sheet and wing member and 
whose width-of-face size in said cross direction of a cementation field of said 
backseat and wing member are 5mm or more. 

[Claim 3] An absorptivity article according to claim 1 or 2 with the width-ofH^ace 
size in a central field in which said wing member of said main part section is 
attached, a width-of-face size in said cross direction of said top sheet is widely 
formed rather than said backseat, and larger in said cross direction of a cementation 
field of said top sheet and wing member than a width-of-face size in said cross 

direction of a cementation field of said backseat and wing member. 

[Claim 4] An absorptivity article given in either of claims 1-3 whose moisture vapor 
transmission by JIS-Z -0208 of said wing member is two or more 10000 g/m. 
[Claim 5] When said width-of-face size of said cementation field of said top sheet 
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and said wing member is 10mm or more and sets area of said cementation field of 
said top sheet and said wing member to 1 (100%) An absorptivity article according to 
claim 4 with which a substantial plane-of^composition product by adhesives of said 
top sheet in said cementation field and said wing member is 0.2 (20% or less) or less, 
and joining cementation of said top sheet and said wing member is carried out 
further selectively. 

[Claim 6] A joining joint is an absorptivity article according to claim 5 with which it 
extended crosswise, and a gap was opened in a longitudinal direction, more than one 
were prepared, and at least one of the joining joint of this is prolonged even from 
said cementation field to a wing member independent field. 
[Claim 7] An absorptivity article given in either of claims 1-6 with a stiffness 
criterion larger 20mm or more by the cantilever method in a field in which said wing 
member, top sheet, and backseat are joined than a stiffness criterion by the 
cantilever method in a joint of said top sheet and backseat. 

[Claim 8] An absorptivity article according to claim 7 whose stiffness criterion by 
the cantilever method of said wing member is 30-1 00mm in 50-1 50mm and CD at 
MD. 

[Claim 9] Said wing member is an absorptivity article given in either of claims 1-8 
whose shrinkage forces in the whole wing member at the time of 10% of distortion 
are 5 or more gves when it has elasticity crosswise [ said ], it goes across said wing 
member throughout said longitudinal direction and it lengthens to homogeneity 
crosswise [ said ]. 

[Claim 10] Said wing member is an absorptivity article given in either of claims 1-9 
whose distortion when having elasticity crosswise [ said ] and lengthening to a limit 
crosswise [ said ] is 10 - 40% of ranges. 

[Claim 11] An absorptivity article given in either of claims 1-10 whose total light 
transmission by JIS— K —7105 of said wing member is 20% or more. 
[Claim 1 2] A manufacture method of an absorptivity article that a main part which 
consists of an absorption layer pinched between a liquid permeability top sheet and 
a backseat which are characterized by providing the following, and said both sheets, 
and a wing member which is prepared in edges on both sides of said main part, and 
extends from said main part to a way outside the cross direction were prepared (a) 
A process which joins a wing member raw material to both sides of the cross 
direction of a backseat raw material (b) A process which installs an absorption layer 
on said backseat raw material after said process (a) or before said process (a) (c) A 
process which supplies top sheet stock on said absorption layer, and sandwiches an 
absorber between said top sheet stock and backseat raw materials (d) a process 
which joins said top sheet stock and said backseat raw material on the outside of 
said absorption layer, and (e) — a process which obtains an absorptivity article with 
wfiicfiTTgiPBage of saf3 = Backseat">aw material ancTtop sheet stocRTand said wing 
member raw material was excised, and said main part and said wing member were 
connected 
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[Claim 1 3] A manufacture method of an absorptivity article according to claim 1 2 
which joins said wing member raw material to the upper surface of said backseat raw 
material at said process (a), and is joined on both sides of said wing member raw 
material at said process (c) between said backseat raw materials and top sheet 
stock. 

[Claim 14] A manufacture method of an absorptivity article according to claim 12 or 
13 that said backseat raw material and said top sheet stock are joined by adhesives 
at said process (d). 

[Claim 15] A manufacture method of an absorptivity article given in either of claims 
12-14 including a process which carries out joining cementation of top sheet stock 
and the wing member raw material between said processes (d) and processes (e). 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] This invention relates to absorptivity 
articles, such as a sanitary napkin, and a panties liner, a urine picking pad. 
Furthermore, it is related with the absorptivity article with which the wing turned up 
to the KUROTCHI section down side of underwear at the time of wear was prepared 
in detail, and its manufacture method. 
[0002] 

[Description of the Prior Art] In order to make excrement, such as menstruation and 
urine, absorb in recent years, many absorptivity articles, such as a sanitary napkin, a 
panties liner, and a urine picking pad, are used. A wing is prepared in these 
absorptivity articles at the both-sides section of a longitudinal direction in many 
cases. This wing is turned up by the KUROTCHI section bottom of underwear, and 
the edge of underwear can be prevented from becoming dirty with excrement at the 
time of wearing. Moreover, the adhesion means for attaching in underwear is usually 
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formed in this wing. If a wing is attached and pasted up on the KUROTCHI section 
bottom of underwear wearing by which the absorptivity article itself stopped being 
able to shift easily and it was stabilized will be attained. 
[0003] This wing has the common thing which is making the member which 
constitutes the main part of an absorptivity article, for example, the thing to which 
the backseat and the top sheet were joined, project from the main part of an 
absorptivity article to one to the side. 

[0004] However, when that to which the backseat and the top sheet were joined is 
used as a wing, as that manufacture method, the layered product whose absorption 
layer was pinched with the backseat and the top sheet is formed, and it is necessary 
from this layered product to trim the main part section and the wing of the shape of 
an ellipse configuration or hourglass pattern. Therefore, it is required to consider as 
an activity what was beforehand made broad so that said wing could be started as a 
width-of-face size of a backseat raw material and top sheet stock. And since it will 
leave the main part section and a wing as mentioned above and a top sheet and a 
backseat will be excised by the garbage, the useless portion of top sheet stock and 
the backseat raw materials increases too much. 

[0005] Moreover, it is the conventional thing, and in order to make a function which 
is different from a top sheet in a wing member give, there are some which formed 
the wing member apart from the member which constitutes a main part For example, 
the sanitary napkin which constituted a wing member and the side barrier (horizontal 
leakage prevention cuff) from same member is indicated by JP,6-47072,A. Since the 
member usually independently attached with this napkin is formed by one member, in 
a manufacturing process, it can decrease of 1 routing counter carry out, and can 
manufacture. 

[0006] Moreover, the absorption article which made the wing member easy to fold up 
to the down side along the edge of the KUROTCHI section of underwear is indicated 
by ****** N 0> 51 1929 [ nine to ]. This wing member has the zone where extensibility 
differs, and the stress produced at the time of folding declines. 
[0007] However, when a wing member consists of members other than the member 
which constitutes a main part, there is a defect of being easy to separate from a 
wing member from a main part. In the further above-mentioned example, since the 
wing member is joined to the front face of the top sheet of an absorptivity article, or 
a backseat, there is a limit in making high bonding strength of a wing member and a 
main part And since the whole wing member is exposed to the front face of an 
absorptivity article, a possibility of the edge of a wing member being caught at the 
time of wearing, and separating from a main part is high. 

[0008] Moreover, the ease of folding up to which a wing member meets the edge of 
underwear, and functions, such as permeability, are required. For example, if a wing 
member and the side barrier are constituted from same member like the former 
example, it will be hard coming to fold up a wing member to the down side along the 
edge of the KUROTCHI section of underwear. Furthermore, although the side barrier 
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is an impermeable thing and it is constituted, if a wing member is formed for the 
same raw material, permeability will fall and **** will usually occur in underwear. The 
wing member with the zone where extensibility differs like the latter example to it is 
possible for forming for a raw material with permeability, and it is easy to fold it up 
to the down side along the edge of the KUROTCHI section of underwear. However, 
when a foldable area of a wing member becomes large by existence of the zone 
where extensibility differs and a wing member is folded up in a manufacturing 
process, it is difficult to fold up with the regular line. Consequently, productive 
efficiency is a pile to a riser. 

[0009] It is in the object of this invention offering the absorptivity article to which it 
is for solving the above-mentioned technical problem, and the wing member was 
joined certainly. 

[0010] The further object of this invention is to provide with the manufacture 
method an absorptivity article list with the wing member which made it easy to fold 
up to the down side along the edge of the KUROTCHI section of underwear. 
[0011] The further object of this invention is to provide an absorptivity article list 
with the wing member excellent in permeability with the manufacture method. 
[0012] The object of further others of this invention is to be able to lessen the trim 
loss of a raw material as much as possible, and offer the manufacture method of an 
absorptivity article excellent in productive efficiency. 
[0013] 

[Means for Solving the Problem] A main part with which this invention consists of an 
absorption layer pinched between a liquid permeability top sheet, a backseat, and 
said both sheets, And it sets on absorptivity articles with which a wing member 
which is prepared in the both-sides section of said main part, and extends from said 
main part to a way outside the cross direction was prepared. Said wing member is 
characterized by absorptivity article characterized by being inserted and joined 
between said top sheets and backseats in the both-sides section of said main part 
[0014] In this invention, since a wing member is pinched between a top sheet and a 
backseat, a wing member can be certainly joined to a main part, and a wing member 
does not separate at the time of wearing. In this this invention, since a wing member 
is constituted from a material different from a top sheet or a backseat, various 
functions can be given to a wing member. 

[0015] It is desirable that a width-of-face size in said cross direction of a 
cementation field of said top sheet and wing member and a width-of-face size in 
said cross direction of a cementation field of said backseat and wing member are 
5mm or more in both this inventions. 

[001 6] Moreover, a width-of-face size in said cross direction of said top sheet is 
widely formed rather than said backseat in a central field in which said wing member 
of said main part section is attached, and it is desirable that the width-of-face size 
in said cross direction of a cementation field of said top sheet and wing member is 
larger than a width-of-face size in said cross direction of a cementation field of said 
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backseat and wing member. 

[0017] Moreover, it is desirable that moisture vapor transmission by JIS-Z -0208 of 
said wing member is two or more 10000 g/m. In this case, when said width-of-face 
size of said cementation field of said top sheet and said wing member is 10mm or 
more and sets area of said cementation field of said top sheet and said wing member 
to 1 (100%) A substantial plane-of-composition product by adhesives of said top 
sheet in said cementation field and said wing member is 0.2 (20% or less) or less, and 
it is desirable that joining cementation of said top sheet and said wing member is 
carried out further selectively. Furthermore, as for a joining joint, it is desirable that 
extended crosswise, and opened a gap in a longitudinal direction, more than one 
were prepared, and at least one of the joining joint of this is prolonged even from 
said cementation field to a wing member independent field. 

[0018] Moreover, it is desirable that a stiffness criterion by the cantilever method in 
a field in which said wing member, top sheet, and backseat are joined in this 
invention is larger than a stiffness criterion by the cantilever method in a joint of 
said top sheet and backseat 20mm or more. In this case, it is desirable that a 
stiffness criterion by the cantilever method of said wing member is 30-1 00mm in 50- 
1 50mm and CD at MD. 

[0019] Moreover, when said wing member has elasticity crosswise [ said ], it goes 
across said wing member throughout said longitudinal direction and it lengthens to 
homogeneity crosswise [ said ] by this invention, it is desirable that a shrinkage 
force in the whole wing member at the time of 1 0% of distortion is 5 or more gves. 
[0020] Moreover, as for said wing member, it is desirable that distortion when having 
elasticity crosswise [ said ] and lengthening to a limit crosswise [ said ] is 10 - 40% 
of range. 

[0021] Moreover, it is desirable that total light transmission by JIS-K -7105 of said 
wing member is 20% or more in this invention. 

[0022] Moreover, a main part which consists of an absorption layer pinched between 
a liquid permeability top sheet, a backseat, and said both sheets in this invention, 
And it sets to a manufacture method of an absorptivity article that a wing member 
which is prepared in edges on both sides of said main part, and extends from said 
main part to a way outside the cross direction was prepared, (a) A process which 
joins a wing member raw material to both sides of the cross direction of a backseat 
raw material, (b) A process which installs an absorption layer on said backseat raw 
material after said process (a) or before said process (a), (c) on a process which 
supplies top sheet stock on said absorption layer, and sandwiches an absorber 
between said top sheet stock and backseat raw materials, and the outside of the (d) 
aforementioned absorption layer A process which joins said top sheet stock and said 
backseat raw material, (e) A garbage of said backseat raw material and top sheet 
stock, and said wing member raw material is excised, and a manufacture method of 
an absorptivity article characterized by including a process which obtains an 
absorptivity article with which said main part and said wing member were connected 
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is offered. 

[0023] By this manufacture method, since a deleted garbage which comes out after 
manufacture, and the so-called trim loss can attach a wing member in a main part 
that it is few and easily, it excels in productivity. In addition, about a manufacture 
method of this invention, a wing member raw material is not inserted between top 
sheet stock and a backseat raw material, for example, may join a wing member raw 
material to a rear-face side of a backseat raw material. 

[0024] It is desirable to join said wing member raw material to the upper surface of 
said backseat raw material at said process (a), and to join on both sides of said wing 
member raw material at said process (c) between said backseat raw materials and 
top sheet stock. 

[0025] It is desirable that said backseat raw material and said top sheet stock are 
joined by adhesives at said process (d). 

[0026] It is desirable to include a process which carries out joining cementation of 
top sheet stock and the wing member raw material between said processes (d) and 
processes (e). 
[0027] 

[Embodiment of the Invention] It is the part plan showing the condition of having 
equipped underwear with the absorptivity article which showed the plan which 
looked at drawing 1 from the **** side of the absorptivity article of this invention, 
the plan which looked at the absorptivity article which showed drawing 2 to drawing 
1 from the background, and drawing 3 in the cross section of the III — III line of 
drawing 1 , and showed drawing 4 to drawing 1 . In addition, the longitudinal direction 
of an absorptivity article is made into the direction of Y, and the cross direction 
which intersects perpendicularly with the direction of Y mostly is made into the 
direction of X. 

[0028] The absorptivity article shown in drawing 1 is a sanitary napkin. This sanitary 
napkin 1 serves as bilateral symmetry mostly bordering on the center line Ly 
prolonged in the direction of Y. The sanitary napkin 1 is formed from the main part 
which consists of an absorption layer 1 2 pinched between the liquid permeability top 
sheet 10 turned to a **** side, the backseat 1 1 of non-liquid permeability turned 
outside, and said top sheet 10 and said backseat 11, and the wing member 15 
prepared in the both-sides section of the direction of Y of main part 1 A at the list, 
as shown also in the cross section shown in drawing 3 . And it is mutually joined by 
hot melt adhesive etc. around the absorption layer 12, and the top sheet 10 and the 
backseat 11 form circumference joint 1e. 

[0029] As shown in drawing 2 , adhesives 19 are formed in the background of main 
part 1A of a sanitary napkin 1, and adhesives 18 are formed in the background of the 
wing member 15. As shown in drawing 4 at the time of wearing, a sanitary napkin 1 is 
formed in the KUROTCHI section 32 inside underwear 30. At this time, the 
adhesives 19 formed in the background of main part 1A are hung on the inner 
surface of the KUROTCHI section 32 of underwear 30. And the wing member 15 and 
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the extension portion of the top sheet 10 which extend to a way outside the 
direction of X of main part 1 A are bent along the edge 31 of underwear 30, and the 
wing member 15 is hung on underwear 30 by adhesives 18. Thus, by forming the wing 
member 15, it can prevent that the edge of underwear becomes dirty or a sanitary 
napkin 1 shifts. 

[0030] As shown in drawing 3 , the wing member 15 is pinched between the top 
sheet 10 and a backseat 1 1 in a flank, and is joined with adhesives, such as hot melt. 
As for the lap width of face 21 of the cementation field, i.e., the cementation width 
of face in the direction of X of a backseat 11 and the wing member 15, and the 
cementation width of face 22 of the top sheet 10 and the wing member 15, it is 
desirable that it is at least 5mm or more so that neither of wing member 15 may 
separate easily from main part 1 A. 

[0031] In order to raise the bonding strength (tearing strength) of the wing member 
15 and main part 1A furthermore, and in order to make the wing member 15 easy to 
bend from main part 1 A when folding up along the edge 31 of underwear, as for the 
top sheet 10, having extended to the direction outside of X is more desirable than a 
backseat 11. That is, in the field in which said wing member 15 is attached in the 
center section of the direction of Y of main part 1A, it is more desirable than the 
cementation width of face 21 in the direction of X of the backseat 1 1 and the wing 
member 15 with which the size of the direction of X of the top sheet 10 is larger 
than the size of said direction of X of a backseat 11, consequently is indicated to be 
in the cross section of drawing 3 that the cementation width of face 22 of the top 
sheet 10 and the 

[0032] In addition, although bonding strength (tearing strength) of main part 1 A and 
the wing member 15 can be made high also by making a backseat 1 1 take out to the 
direction outside of X a total for a long time rather than the top sheet 10, when a 
backseat 1 1 is liquid impermeability, if a backseat 1 1 is made to extend to the 
direction outside of X, the moisture vapor transmission of a wing will fall. It is 
desirable to make the extension width-of-face size from this reason to the direction 
of X of the top sheet 10 longer than said extension width-of-face size of a backseat 
11, to enlarge cementation width of face of the top sheet 10 and the wing member 
15, and to raise the bonding strength of the wing member 15. 

[0033] As for the bonding strength (tearing strength) of the wing member 15 and the 
top sheet 1 0, it is desirable that it is more than 1 0OOg (f). 

[0034] (Measurement 1) Said tearing strength of the wing member 15 and the top 
sheet 1 0 was measured as follows. The zygote of the top sheet 1 0 of a configuration 
and the wing member 15 which are shown in drawing 1 was manufactured. This does 
not have a backseat 1 1 and the absorption layer 1 2. 

[0035] The crosswise lateral part, i.e., the portion in which the wing member 1 5 
which is not joined to the top sheet 10 has appeared independently, has been held 
by one chuck rather than said cementation width of face 22 of one wing member 15, 
and the head by the side of the graphic display upper part of drawing 1 of the top 
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sheet 10 (Y1 side) has been held by the chuck of another side. When the chuck 
which fixes the chuck grasping the wing member 15 and is holding the head of the 
top sheet 10 was pulled to Y 2-way, the load given between said chucks in the flash 
when a tear began to occur in the joint of the top sheet 10 and the wing member 15 
was made into measured value (g). In addition, relative velocity to the direction of Y 
of the chuck of another side to one chuck in this case was made into 100 mm/min. 
[0036] Moreover, by the measured sample, it went across the cementation width of 
face 22 of the direction of X of said top sheet 10 and wing member 15 in the 
direction of Y, and was made homogeneity. Moreover, in the cementation field of said 
cementation width of face 22, between the top sheet 10 and the wing member 15, 
hot melt adhesive was applied so that distribution of adhesives might become 
homogeneity in the cementation field of the cementation width of face 22 
intermittently. When the whole surface product of the cementation field in said 
cementation width of face 22 was set to 1 (100%), spreading area (substantial plane- 
of-composition product) of the hot melt adhesive in said cementation field was set 
to 0.5 (50%). 

[0037] The result of having measured said tearing strength about the sample which 
changed the size of said cementation width of face 22, respectively is shown. 
Cementation width of face Tearing strength of 5mm 500gten mm 700g1 5mm 
1 200g20mm As for the cementation width of face 22 of the top sheet 1 0 and the 
wing member 15, it is more desirable than this result that it is 15mm or more 1200g. 
However, said tearing strength can be reinforced with the zygote of main part 1 A 
and the wing member 15 by cementation to a backseat 1 1 and the wing member 15. 
Therefore, the cementation width of face 22 of the top sheet 10 and the wing 
member 15 has 10 desirablemm or more. It is 15mm or more still more preferably. 
[0038] Next, the wing member 1 5 is formed from the sheet which has permeability 
preferably so that the humidity in underwear may become high at the time of 
wearing and **** may not occur. As for the moisture vapor transmission by JIS-Z - 
0208 of the wing member 15, it is desirable that it is more than 10000 g/m2.24h. 
Moreover, it is desirable that the moisture vapor transmission of a top sheet is also 
more than 1 0000 g/m2.24h. However, in the cementation field of the top sheet 1 0 
and the wing member 15, if hot melt adhesive is applied all over the cementation 
field of the cementation width of face 22, moisture vapor transmission will fall in the 
field with which the wing member 15 and the top sheet 10 have lapped. Therefore, it 
is desirable to adjust the spreading area (substantial plane-of-composition product) 
of the adhesives in the cementation field of the cementation width of face 22. 
However, the spreading area of these adhesives also affects the bonding strength ' 
(tearing strength) of main part 1A and the wing member 15. 
[0039] (Measurement 2) Using the zygote with the sample 10 explained by said 
measurement 1, i.e., a top sheet, and the wing member 15, said cementation width of 
face 22 was set to 15mm (minimum of the desirable range obtained by said 
measurement 1), the spreading area (substantial plane of composition product) of 
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adhesives was changed, and the relation between the moisture vapor transmission in 
the cementation field in said cementation width of face 22 and tearing strength was 
measured there. 

[0040] About the ratio of the spreading area of adhesives to the area of a 

cementation field here, it is as the same as said measurement 1 explained. Moreover, 

measurement of tearing strength is the same as said measurement 1. 

[0041] The measurement result is as follows, (In addition, the unit of moisture vapor 

transmission is g/m2.24h) . 

[0042] 

Adhesion surface ratio Moisture vapor transmission 5% of tearing strength 95000 
300g10% 9000 500g20% 8000 1000g50% 5000 1200g100% 0 1200g of moisture vapor 
transmission will serve as a desirable value from this result, if the spreading surface 
ratio of adhesives is 20% or less. However, since tearing strength is falling, it is 
desirable to join the wing member 15 and the top sheet 10 by joining cementation (a 
heat seal, RF joining, ultrasonic welding, etc.) further in such a case, and to make 
bonding strength high. 

[0043] With the gestalt of operation shown in drawing 1 , the heat seal sections 16a 
and 16b prolonged in the direction of X open a gap in a longitudinal direction, and are 
prepared in it so that [ tearing strength ] moisture vapor transmission in within the 
limits of the cementation width of face 22 may not not much be reduced and it may 
be raised. [ two or more ] At this time, even if there is little heat seal section either, 
it is desirable that one ( drawing 1 heat seal sections 16a and 16a) is prolonged to 
the field where the wing member 15 has appeared independently across the range of 
said cementation width of face 22. It is possible by forming such the heat seal 
sections 1 6a and 1 6b to make good moisture vapor transmission in the range of the 
cementation width of face 22, and to keep the **** reinforcement of the top sheet 
10 and the wing member 15 at at least 1200g or more moreover. 
[0044] Thus, when the wing member 15 is prolonged in the heat seal section to the 
field which has appeared independently, both the edges of the direction of X of the 
top sheet 1 0 are effective in preventing separating from the wing member 1 5. That is, 
when applying the hot melt adhesive for joining the top sheet 10 and the wing 
member 15 within said cementation width of face 22 and it applies to the edge of the 
direction of X of the top sheet 10, by the manufacturing process, said edge of the 
top sheet 10 pastes a manufacturing installation, and there is a possibility of causing 
trouble to fabrication operation. Therefore, it is required to usually form the field 
where adhesives are not applied at said edge of the top sheet 1 0 by some width of 
face. In such a case, if said heat seal sections 16a and 16b are formed, it can 
prevent that the edge of the top sheet 10 loses touch with the wing member 15. 
[0045] Moreover, it is desirable that it is easy to bend a wing portion along the edge 
31 of underwear 30 in a sanitary napkin 1. The field where the wing member 15, the 
top sheet 1 0, and the backseat 1 1 are joined, Namely, the stiffness criterion (value 
measured by the cantilever method of JIS L1 096) in the field of the cementation 
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width of face 21 in drawing 3 If larger 20mm or more than the stiffness criterion in 
the joint of said top sheet 10 and backseat 11, i.e., circumference joint 1e, a wing will 
become easy to bend in 1s (end face edge of the wing member 15) of borderlines of 
main part 1A and the wing member 15. 

[0046] In order to make the wing member 15 further easy to bend in 1s of 
borderlines, it is JIS about the stiffness criterion of circumference joint 1e (portion 
to which the laminating of the top sheet 10 and the backseat 1 1 was carried out). In 
the cantilever method of L1 096, it is set as 30-80mm. It is desirable to set the 
stiffness criterion of the portion (portion to which the laminating of the top sheet 10, 
a backseat 11, and the wing member 15 was carried out) near 1s of borderlines by 
the side of the wing member 15 as 50-1 50mm. 

[0047] If the stiffness criterion of the portion by the side of the wing member 1 5 
near 1s of borderlines is smaller than said minimum (50mm), it will not bend in the 
- portion of 1s of borderlines, but will become easy to bend in the portion of a 
crosswise outside rather than 1s of borderlines. The result 15, for example, a wing 
member, bends in the spreading field of the shear-connecter adhesives 18, 
adhesives 18 paste up, and the inconvenience of it becoming impossible to return in 
the shape of flatness in the condition [ that the wing member 1 5 has bent ] etc. 
arises. In addition, when each stiffness criterion is larger than said maximum 
(150mm), a wearing person may sense sense of incongruity while in use. 
[0048] In addition, as for the rigidity of the wing member 1 5, it is desirable that MD 
is [ 50-1 50mm and CD ] 30-1 00mm. ** to the skin to exceed decreases and a 
feeling of wearing becomes good. Moreover, the stiffness criterion of the portion 
(portion to which the laminating of the top sheet 10, a backseat 11, and the wing 
member 15 was carried out) near 1s of borderlines of a wing member also turns into 
a desirable value in this case. 

[0049] Moreover, when the width-of-face size of the direction of X is 50mm, as for 
the wing member 15, it is desirable that it can expand and contract in 5-20mm in 
this direction. That is, as for said wing member, it is desirable that the distortion 
when having elasticity crosswise [ said ] and lengthening to a limit crosswise [ said ] 
is 10 - 40% of range. In addition, or there is no elasticity in a lengthwise direction, a 
quite small thing is desirable. When folding up to the down side and making it hang in 
the KUROTCHI section 32 of underwear 30 at the time of wearing, it is easy to make 
it hang that the wing member 15 is to some extent elastic in the direction of X. In 
this case, in order to make the wing member 15 easy to bend to the KUROTCHI 
section 32, when said wing member is lengthened to homogeneity crosswise [ said ] 
throughout said longitudinal direction, it is desirable that the shrinkage force in the 
whole wing member at the time of 10% of distortion is 5 or more gves. 
[0050] Although the wing member 15 may have elasticity in the all, it may establish 
elasticity only in a need part For example, as shown in drawing 5 , 15s of fields 
which have elasticity in Is side of borderlines of wing member 15A may be prepared. 
Moreover, the fields 15s and 15r which have elasticity in the 1s [ of borderlines ] 
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and edge 15b side like wing member 15B shown in drawing 6 may be formed. 
[0051] in order [ in addition, / in order to give elasticity to the wing member 15 
whole, or in order to give elasticity in said fields 15s or 15r ] — the said wing 
member 15 whole or Fields 15s or 15r — some of urethane and span bond 
nonwoven fabrics — it can form by lamination. 

[0052] Moreover, as for the wing member 15, it is desirable that the total light 
transmission by JIS-K -7105 is 20% or more. The wing member 15 is fixed to the 
outside of underwear 30 in the KUROTCHI section of underwear 30, as shown in 
drawing 4 . Therefore, since the color of underwear 30 is transparent and it is visible 
through the wing member 15 when the light transmission of the wing member 15 is 
high, having equipped with the sanitary napkin is unclear. For example, when the wing 
member 15 is formed with a nonwoven fabric, as for a nonwoven fabric, it is 
desirable that it is the un-dulHzed sheet which plasticizers, such as titanium, do not 
contain. Moreover, for example, you may form with a bright film etc. 
[0053] The wing member 1 5 can be formed with a nonwoven fabric, a film, etc. 
Preferably, it is the thermal bond nonwoven fabric which consists of polypropylene, 
and is formed with a span bond-melt BURON-span bond nonwoven fabric still more 
preferably. 

[0054] The top sheet 1 0 is formed for hydrophobic fiber, hydrophilic fiber, etc. by 
which hydrophilic processing was carried out, for example, are point bond, Ayr 
through, span bond, a span race nonwoven fabric, etc. Or the top sheet 1 0 may be 
formed for the cushion layer which becomes said nonwoven fabric from a bulky 
nonwoven fabric in piles. 

[0055] A backseat 1 1 is liquid impermeability, is permeability, for example, is formed 
with the resin sheet of a polyolefine system etc. Or a waterproof film may be made 
to intervene between a backseat 11 and the absorption layer 12, using a nonwoven 
fabric as a backseat 11. 

[0056] The absorption layer 12 is formed with fiber Webb who consists of hydrophilic 
fiber, such as an absorptivity raw material, for example, rayon, and a cotton, the 
mixture of grinding pulp or grinding pulp, and high absorptivity polymer, etc. Or the 
mixture of grinding pulp or grinding pulp, and high absorptivity polymer is wrapped in 
absorptivity sheets, such as tissue. 

[0057] Next, the manufacture method of the sanitary napkin 1 shown in drawing 1 is 
explained with reference to drawing 7 -9. 

[0058] First, wing member raw material 1 5C of a rectangular-head piece 
configuration is joined to the both-sides section of the cross direction of band-like 
backseat raw material 1 1 A currently continuously supplied as shown in drawing 7 . 
This wing member raw material 1 5C is cut from a band-like material, and this wing 
member raw material 15C opens a gap in the direction of the direction of MD, is 
supplied to it, and is mutually joined to backseat raw material 1 1A by hot melt 
adhesive. 

[0059] Next, as shown in drawing 8 , the absorption layer 12 is supplied 



2001-61884 



1 



intermittently, and it is on backseat raw material 1 1 A, and is installed among the 
wing member raw materials 15C and 15C. At this time, backseat raw material 1 1A 
and the absorption layer 12 are joined with hot melt adhesive etc. In addition, after 
the absorption layer 12 is supplied on backseat raw material 1 1A, said wing member 
raw material 1 5C may join with glue on backseat raw material 1 1 A. 
[0060] Then, top sheet stock 10A is supplied continuously, and the absorption layer 
12 is pinched between backseat raw material 11A and top sheet stock 10A. At this 
time, top sheet stock 10A and backseat raw material 1 1A paste up around the 
absorption layer 1 2 with the hot melt adhesive beforehand applied to backseat raw 
material 11 A. 

[0061] And as shown in drawing 9 , with the 1st roll 40, the heat seal of the 
periphery of the absorption layer 12 is carried out, top sheet stock 10A and 
backseat raw material 11A are joined around the absorption layer 12, and 
circumference joint 1e is formed. At this time, the heat seal sections 16a and 16b 
are simultaneously formed in the joint of top sheet stock 10A and backseat raw 
material 1 1 A. 

[0062] And a garbage is deleted with the 2nd roll 41 (trimming or trim cut). The wing 
member 15 passes through the sanitary napkin 1 cut and obtained a backseat side, 
or it is folded up to a top sheet side. If the wing member 1 5 has become that it is 
easy to be folded up in 1s of borderlines at this time as described above, a bending 
process can be advanced easily. And although not illustrated, it is further folded into 
three fold or four, and is packed according to an individual. 

[0063] If a wing member is attached for main part 1 A at the above processes, it can 
attach simply and certainly. Moreover, when making the conventional top sheet 
extend to the method of the outside of the cross direction and forming a wing by the 
manufacture method of this invention, there are few abolition portions compared 
with the case where make top sheet extension carry out crosswise including a wing, 
and a garbage is deleted (there are few trim losses). 

[0064] In addition, the absorptivity article with which the wing member of this 
invention is prepared is not restricted to a sanitary napkin which was described the 
account of a top, for example, can be applied to a panties liner, a urine picking pad, 
etc. And the whole configuration is suitably changed by the purpose of use. 
Moreover, on absorptivity articles, it is also possible to prepare the so-called barrier 
cuff for horizontal leakage prevention (side gathers) etc. in the both-sides section. 
[0065] 

[Effect of the Invention] As stated above, in the absorptivity articles of this 
invention, a wing member does not secede from a main part easily. Moreover, though 
moisture vapor transmission and permeability are maintained, a wing member is 
certainly joinable to a main part Moreover, a wing member can be made easy to 
bend by the flank of a main part by adjusting the rigidity of a wing member for a main 
part In this case, wearing becomes easy at the time of wearing, and it bends in a 
manufacturing process and processing becomes easy. 
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[0066] Moreover, by the manufacture method of the absorptivity article of this 
invention, since the abolition portion produced into a manufacturing process can 
manufacture that it is few and easily, productivity can be made high. 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] The plan seen from the **** side of the absorptivity article of this 
invention 

[Drawing 2] The plan which looked at the absorptivity article shown in drawing 1 
from the background 

[Drawing 3] The cross section of the III — HI line of drawing 1 

[Drawing 4] The part plan showing the condition of having equipped underwear with 
the absorptivity article shown in drawing 1 

[Drawing 5] The plan showing other examples of a wing member 
[Drawing 6] The plan showing the example of further others of a wing member 
[Drawing 7] Process drawing explaining the condition of supplying a backseat raw 
material and a wing member raw material 

[Drawing 8] Process drawing explaining the condition of supplying an absorption 
layer and top sheet stock 

[Drawing 9] Final process drawing which obtains a sanitary napkin 
[Description of Notations] 

I Sanitary Napkin 
1 A Main part 
1e Circumference joint 
1s Borderline 
10 Top Sheet 
1 0A Top sheet stock 

II Backseat 
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1 1 A Backseat raw material 

1 2 Absorption Layer 

15 Wing Member 

15C Wing member raw material 

1 6a, 1 6b Heat seal section 

1 8 Adhesives 

1 9 Adhesives 

21 Cementation Width of Face 

22 Cementation Width of Face 

30 Underwear 

31 Edge 

32 KUROTCHI Section 

40 1st Roll 

41 2nd Roll 
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[Drawing 3] 




[Drawing 5] 
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j:mt. ( b ) maim ( a > ©&. *fc»B!ffai?i 

(a) ©S5ft. B&iB^^-hS^WiKSMXJlfcia! 

a-rsxgi. ( c ) m&iRWg<D±ic b v ?is- \m 

tt*®&ls-C. fcHBh yzfis-hmtt^y^ls-bm 
ttt ©ra«C5RiR#4^tfIgi . ( d ) SSiBRiRJl©*!- 

dir. m&h? zfis- vmttm&x ?*is-bmtt 

*m&?hJLmt. ( e ) tJfB^' ? if Is- tmtt b ? 

bmn*s zvmmv -r > ^^^©^Fss&a* 

WLt, f5S*#*Jj:U t l9iB > ?'f>i^*ti*i3^3 

®jRffiBja©»s^s*s«-r6. 
[0023] c<m&jmx-\s. Sjg&K-ciBiJi&sti 



•i»^>^gPM**»{cHSif : twsc<fcAsr^.5©-r. £g 

■<>if$mmt&. bv 7'is-bfmt 
sebm tc -5 > ifsaumu^m-^ lt i> «t «,». 

[00 2 4] iittl (a) r. Boa^-f >^gpt*^*t 
(c) |trfB'i»-f>i^P«fg*t^ |^B^^^'>-h 

io h v ? is- bmtt±<Dr$t,c&A,T*m&-rz ct& 

[0025] miiBXg (d ) r. itrSAf 

iBoiBh y ?is- bmtttimmmic^m^ti^c 

[0026] mriBXg (d ) ill ( e ) ©Hit. F v 
[00 2 7] 

[ &womM<DBm ] m i i*&&w<Dm<&&<m , a <D&m 

20 »6mfc¥ffiS> 02«01«C^L.fcfRiRtt^ D D o*» 
ffliJ*>6mfc¥MS. @3»@1®I I I — I I I«©»f 

[ 0 0 2 8 ] a 1 {C^-r®JRtt^n a D «. ^feSfflt- 7* Zs 

30 losiw- eti-SSjgti© h f MOt. 9HH<Clfii.»t 
ene^S^tt©^^ ^ Pis- bl li, WIB h v 71s- 

b i oimriB^^^^-h 1 1 tomtes&nzmm 

1 2 tfrhtzZXfa mtfttit 1 A©Y^rSj©Mfflia 

1 2<ommx*v bst)Vbmm^mf3:£icj:*)m>icm 
&z ixxmsm^u i e bx*.>z. 

[OO29]02tCm«5{C, *affl^-^*>i©* 
#1 A©Sffl{C{*S#B(l 1 9*$. ^-/^^gUWl 5©g 
40 WfClJ««S!Il 8]StR»6nrtr»«. J^^CCtt. H4 

O^^SB3 2«ca»6tlS. C©i#. *»lA©«ffl!l 
fCS;We>n^:®«Rll 9#T#3 0©*n*^8B3 2© 
rtffi{Cffl±3n5. 1 AOX^lSl©^^ 

mar z> *j a > vmt 1 5 i h v n o ©saisp 

^*ST»3 0©^3 l«c»-5-C«rOfllf6n-C. 
>f ®tt 1 5 1 8 (CJ: o-CT#3 0 (c»±Sh 
S. COi^JO^^l 5*l9:WiC<«:«:J:Ov 

TmoMUtmtxfc o . ^affl ^ > i o r 

50 SCi*l»±T#4. 



[0030] 03(C^-r«fc^{C. >i/mtl 5tt. 

iusutc*5t»-r h -jzfiy- b i o t'*v ins- niio 
isK^sn-c*t; bluish * £<Dtmm-em-&2ti-c^ 

1 tV4>?gmi 5i©X^|S]{CteW^^i|i2 1 . 
fcitfh ? fis-b 1 0£9-f>4'®ttl 5iOD^$S 

2 2 «. iftfc^ -f > ^g&tt 1 5 l AAvfciggKlfl- 
*i£U>«fc5«Cv ^ft< £fc5mmtLL-C£>SC<!:##$ 

[0 03 1 ] ZhVCO jl/trmtl 5i*ftlAi©t 

\i£&-,xm*)m.t$t%tcvj>ifmii 5£##ia 

jfc6*r»5ffltf-£-r<Tr*fc«>. h i o«. 

h ? h 1 -0©X;2n»J©>fi£#t. ^ H 1 
OttEXftftCDTfttJ: <3 fc£< . -tCDtSS.' 03 ©KM 
•C^StiSA!,^- 1 1 <t>5^>^gi5Ml 5£©X 

> ^SB*f 1 5 £ ©Jg^ifa 2 2 ©##;*:£ l> £ £ * 

[0032]ft*i, F;.7 , i/-H0J:0^'fi'i'- 
hi i*x^isj^1fl!l^<SWSi*-5C£{cj:-,rfe. 
#tf 1 A £ A > ^SB# 1 5 1 (9 ISSfcg) 

£i^<^#£a*. y< f- 1 i*s^3®ttrabS 
J*??is-b 1 l*X^T|S]?Hffl^Sa^-tfS£f 
^>y©&&S#HgT1TS. C©S&#>6. bvrfls- 
b 1 0©X*iSj^©?iaiH^t6*^<^ H 1 <Dm 

y?m*l 5 £©Jg^ipI**# < LT, ^-^>^gP«l 
5 ©&£3fcg£fll&ii>S Cti!(i»SU». 
[0033] a y #mt 15 thy bl 0 <t© 
&£S£g «. 1000g(f) 

[0034] (SUS 1 ) V -OVmt Ibtbv -fis- 
blOt ©luiB5 ISB£&*J«T© <fc 5 icLXfflfeOlt. 

m i K.7f;?mKv> b -j -tis- b i o t*j4^>r$m i 5 
<b©^{**Sj§ixfc. e*iHt/t»*s^- h 1 1 tvm. 

Ml 2£WL.ftt,>fc©-C*S. 
[0035] — ^©^ + » tf~C~ -JS<DV<1 >#mt 1 5 
©f?fe&£i@2 2 «fc 9 fce#fa©*HfflaRjK h 

v-tis- b lotm^tix^a^'y-oifmti 5 a* 
n o©@ i (omm±^m ( y i «) oam**^ 

V'(Z'ifmtlh*MA,X-^2>* + v>?*:W%.hb 

5 <t ©s^a«c3 issi ^ifim. Lm#>itmmx-<Dm&* 
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£r*j. c©*§^©— :fr©^ + ? ^tctf-rsffefr©^* ? 

^©Y^|6j^©ffi^^S<& 1 0 Omm/m i n t L/fc. 
[0036] $«Ofcs84Ttt, f?IB h -j fls- b 

1 0£^W>^a5ttl 5<t©x;£i6)©lg£*a2 2£Y:75• 
[^iJ^c&-?-cSJ-fc:o/c. > * /cbu f eS^^I 2 2 ©«£Mi^ 
■c«. h v y^- biotv-o vmt 1 5 tOWlC* 
v bJ)i>bwmm\zmxmicB.-z>m&t®2 2<om^m 

m&m2 2 T-<Dm&mwD±mm& i (ioo%) it 

io tct ^{c» miieS^^W9T?©* ^ h HMe^Sfl© 
^ffia (Hatf^^ffiS) £0. 5 (5 0%) £L 

[0037] m&.m£m2 2<D-*m*&s.tc$mic-o\,> 

5mm 500g 

1 0 mm 700g 

1 5 mm 1 2 0 0 g 

2 0 mm 1 2 0 0 g 

20 C©MS«fcO. bvXfy-bl OL^-t^ifSmi 5t 
<om^m2 2ttl 5mm«±-e*^C<t*s»*Uli 0 
^O. *ftlAif^Wl5i(Z«^rC(3:, 

F 1 1 £-!>^ >?mtl 5t<Dm^lC£^Xwi 
KS\9B»&iWSSCVit Z>. LtcW^-C b v lis- b 1 0 
^>ygi5t*l 5£©S^*I2 2«1 OmmJW±*!i» 
*U<„ 3 $ L < « 1 5mmJ£Lh-r&.5„ 
[0 038] ^CtC. ^ >ymt 1 5 tt> ^»^f{Ctel,i 

xrm*i<om&ifim<i3:*)mixiii^.vm>j:^iic. iff 

30 8W15©J IS-Z-0208{Cj:^8Sg!il00 
OOg/m 1 • 2 4hJWJif*SC<!:*W*Lt,>. * 
fc, h5^>-KDiiKtl 0 00 0g/m 1 -24 

oii^-< >?mti 5 £©s^««c*i^r. 

;P M8»»l£J£^i|i2 2 ©»^«©^M{C^m^-* 
£. 5£ h »^S/-H 0 <b*5SJ5:-5T 

40 ^tBSta:. *»1 A£'jr'-f>^» 1 5 £©^^S 

[0039] (^2)-€-C-C. fJIBiJ^l-CgiWOfe 

5£©«^«w*fflC». 15^^*12 2*1 5mm <ft£ 
»ISl-C©6nfc»*Ll>®H©TTE) S«S3© 
^SPfflS %*itr. B?S«^iPi2 2 

-C©S^«J§S^r©2SS % *$«J:C*3I88££<!:©BW&* 
8932 Ofc. 

[00401 C CW SH^gHS©ffi«it*tt-S£»JW 
so ©^^©©HstcoViTlifrSSJS 1 rgi^l/fc©<i:P 
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S. 

. [0 0 4 1] g>J5E*£mttJ«T©ffi>)-C£>.5. (fc*>\ i§ 
^©^Gitis/m* • 2 4 h-C&S) „ 
[0042] 

mtwmt mmm. simsm. 

5% 95000 300g 

10% 9000 500g 

2.0% 8000 lOOOg 

50% 5000 1 200g 

100% 0 1 200g 

commtn. mmm<mimmtt&2 o%ixr-e$>ti 

Tl/-Cl>4©T. C©<fc5&*§-£">^ >^gmi 5<h h 

'? tv- h i o i4se.K»tg^ .(ft&"-Jk i^sjS 
t o o 4 3 ] 0 1 ic7jiTmm<D&m-ctt. m^m2 2 © 

»6nSJ:^{C. X^IpJ-^MV-S^-^SPI 6 a. 1 

£:©£ Sft*>-^8l&©l,»Tft*»iJ>ft <44lo<Hl 
•Ctmi"-M» 16a. 16a) *g»3K£M2 2 ©@ 

rSOrri>*C&*s*7£l/l>. C©<fe J >«C^-A^Pl 
6a. 1 6b«KttSC£K:j:r). S£ffi2 2®&H'T 
©jt&fite&WKU l/Hh»^-H0if-f> 
i^SBltfl 5 &<D9IIHRftft*4>tt<'&6 1 2 0 Og&LhK. 

[0044] c©<t^cc, ms-nffizojistrmti 
- h i o<Dxjjm<Dmm$i&vj>?mti 5*>&m*s 

ti-5©*Ki±-r-5.S&**>*S. -r%*>%. fa§£&-£ita2 

v-fis-b i o©x^©na»*"cn^rr*i. 
■st?. h » h i oaym&m&ifiwmmtctmz 

tt.. h 5,^- h i oomeflffiiUUttvcsatilttraii 
S n-C C»<c l>««*ST©®C»fi8 L -Cte < C <t tt&K 
-C*S. C©<fc 5 B&iBSS&f-.rt'SSl 6 a. 1 
6b%?^i5SL-C*J< i. b^-HOOgaW-).-/ 

[0045]$fc. *affl^^*>i-c«. <9 4>im 
##T#3 0©iggp3 ltcr&^rjfOffltf^ <«tot 

i otAj^-n i t&m£2tiT<.>zmm. 

to*>03r©i££4@2 lOfitttCfett&Mttfl ( J 1 s 
L 1 0 9 6<D*>*l"i-m'Cffl%.Ut£.m) DIB 

h vvu- y 1 0 4A>i»j/- hi t&t&geti. tit 



t>*>m2H&&m 1 e «c4eWSB«ttffiJ: 0 2 0 mmfcLtrt: 
#t>£. *#1 Ai^^i^tl 5<h©^f?;gll s 

[0046] 9 4 >?mt 1 5 1 s T?;* <=>«Cfir 

0 mimsai e < h ^ 

*-J IS L 1 0 9 6 <Di3 >^ WC-£«C*Jt>T 3 0 ~ 
8 0mmtCiKU 5it©8WSl s 

10 {tJ2(,*gB# ( h ? :7V— h 1 0 t^v t>is- M li-) 
* > f 1 5 i #«Jg 3 *ifcgfc») ©Bflttffi* 50- 

1 5 0 mmlCSSti C $ Lt>. 

[.0 04 7] ttfRKl s«Ci5(,^^>d^Wl 5fflU©SP 
^Bflttffi**i5IETiK (5 0mm) <fc 9/Jn<*1,»£, «Hf 
£U s©SB#-eJrDffl#€>-r. «fM8l siOfeili^lSl 
©*WM©SK*C«t 0 *#») *>-f < ^©ISUI. m*. 

-f > s'gw* i 5 nfi-rti±a>mmm 1 8 cometm-v 

20 ^>«C<t'©^FIS-&*i^D / 5. >3t*5 v #raittffi*SBijBJi|E 
(150mm) J:D*#t><!:. I >T§S*g# 

[0048] >i/8W* 1 5©R9ft«. MD* 

50— 1 50mm. C D&3 0~ 1 0 0mmt*5C <!; 

^SB«- ( h v -71s- V 1 0 y H 

fSPttl 5i*sSJS3^gfi») ©Wltt<iit»* Ll»fii 

30 [0049] v j>>?mtis\*xi;\ui<DWrtm 

&5 0mmt*5S^, K^Iaj^5 — 2 0mm©®fflt? 

{*l*Lfc<t#©S**« 1 0~4 0%©®it?*4Ct#i 

i*s»3; Lt,\ ig»^«:T#3 0©f ^ 
B53 2 (c*ji»TTiffl{c^»)^rSf±?-a-4 <»:#«:. •> 

> i/mt i 5 **x*^*-5ge:wffitt*ifei^36s» 

ih3#-?>-n>. £©*§-£. ^ai.^gp3 2^>?-f>^ 
40 #1 5*Sr«)ffl^r<-r5^:iii)K:. m$&K>j>imtt 
l5SS#^i6i©^^{cSto-rB5S*i^i^^— tcf* 

tfbfci*. fg*l 0%©4#©^-Y>ygftt^^?© 

[0050] t>^>^gp«i5«. ^©^rtcfcurf* 
ffiftt*fc-5Ti>r4>J:<,^. s^@^f{c*ji,>r©*#iffi 
tt*IS:Wrfem<r». 09* tf. @5(c^-rj:5Cc. >^^> 
i'SMtl 5A©Jg||«l sfiD{c*jC»T©*f*ffit4*s*5 
^Sl 5 s^lSW-CfeJ:^.. a6{C*-r-5-/>;y 
SUttl 5B©J:5«:&«Ki sffiHi. JgSPl 5 bfflKcf* 
50 1 5 s i 1 5 r «8t*-c6,fc<r>. 



U 

[005 1 ] ft*. *}4>>fm*\ 5£f*tC{*3Sit£l# 
tcititceb, *fcttBu!E^U 5sSfcB15r 

xim&zmcitztcib. mmo-o 1 5 

SfcBf)|Sl5sS/tB15r*, 

[005 2] 5tt. J I S-K- 

7 1 0 5tCj:5^i^Sja^*S2 0%JeLh-C*SCi*s 

#3 0©*a?^wc:tei>TT»3 0©*i-ffliK:@?t;*ft 10 
3. j^t. ^>^sp#i 5©*BU^f;a5«(,>£, 
•5 4 > i^SW* 1 5 £ ii bTTt 3 0 ©ft&Jjgcrcm* £ 

MX.I& ^-r^^Sm 1 5*i^i^C^3ih^JS 

[0053] ^ -f >^^tt 1 5 ». -f 
hUZV--?*^ KhFM^S>0. O < « 20 

[0054] h ? ?V - F 1 0 «. ^*^S$tl/c^|< 

tarn SMcttJMft&<>fT^3ftfc6OT&9. 

i*#J> F. X^->^K> F. 

UTUfilflhlZZ? v ^<&**a-C h v -fts- h 1 
0£Jft£0-C*><fct>. 

[0055] rtytis- HI «St^@jH4-CJL-^a^ 

mtf*'J*U:7-f>^©lBtfli^-h/S:<fc-{c 30 

33Sff&*JB<r». M 7 i»5/-1 1 1 iSRiRJl 1 2<h©&0{t 

[0056] {RJRJf 1 2 Wt. »JtXtt^*t 3 
3* h>fc£©8*B^a>f>&£I$«i9*9:7' 

©&^ft£-CC<fcDJ&iS3n*fc©-t!&3. © 
*£. 40 

[0057] #tc. ia i ic7jkisft&mmi-7*> 1 ©s 
is^tco^rs 7 ~ 9 *#m u-ctftwr 

[0058] s-r. S7«c*-rj;^«:a^fi«j«:«if&3n 
■to-s^t*©;^ i'S/r- h$tm 1 1 a©©^isj©ihsij^ 
it. vsftKmxw -t mmtt 1 5 c&msrz. 
c © •> a > i« 1 5 c amR<o *wa> 6to»f s ti 

fcfc©r*»J. C©«5^>i^fef*Wl 5Ctt. MD* 

i^isj^raKi£*>wr«*e;**i. ><**^-FfB*fi 1 

[0 05 9] i5c(C. 08tC^TJ:5(C» 2**ia 50 
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-3^-Y>^aitt^wi sci i 5ci©pa«:gssn 

&„ C©i* s a**?*^- higttl 1 A£«iDUll 2<h 
? 1 1 A©_BC®iRJI 1 2 ftfcg 

«c. mna^^>i^m^*ti 5C*5^5.^->-h^*ti 

l A©±«c8#&£LT&J:<,>. 

[0 0 60] -£©«. F?^-hfttl 0A*«a^ff3 

1 1- ?^->- hltt 1 0 AiCWJhS. C<D£ 

mwrn 1 2 ©sar. f ? bmu ioAt^ 

•jtis-YMtl l Ai*s. ^tortviris- Vmtl 1 
[006 1 ]-eur. S9K^rJ:5«c t 01©D-Jb 

4 o fcj: -pr«»4x® i z<Dmamifi^--^fxx Y v 
■fts-vmti 0AiA,^- vmtti i A<b7&s, © 

JDyil 2©Ji2-C8^;**i-ag2«£gBl e*5^fiS3tl 

i^>-h^*tl 1 AiOjg^SUCC. 6 a, 

1 6b*s^fi£3tl-5„ 

[0 06 2] ^UT. m2<Da-Jl4 HC^-oX^SH 

v h Lt:g6ftfc4iit^> i ^ 4 >#mt i 
5*s^i> HBJ-v {t f- ^ t-m^tt*) 
g^ns. C©il?. _hfBL«:«l:5{C'?^> ; :^Wl 5 

*s^ff^i s-emvm&ti-p-? < ^o-cc^i. gi^tc 

[0063] aiOi^JStUT-) -/ >;yg|5«**f* 1 
Sfc, *^©SJg^r». «Ohy^>- 

[0064] ^jcfe. *2BP!©? ^ >y^t**ii9:W6tli 

•r. m^. f - 4 =7 a *> ^ ? f j& 

fflBJt8-C*S. fl/T, ^*©««K*©^B@W{cj: 

msvcwLV z c i «> Ditfe-cS) 

[0065] 

[#69J©$&3IJ eLh^^fc <fc ^ CC. *«^©!RiRtt«J D ^ 
V 4Zsi/ffitW*#ipii!8Mlcmm-rZ>C±ilit3: 

«©H!H4*Sifi5-r S C t CC«t ») . 4 >?mt>5:*1*<D 
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ffiij9s-c#r s mif-^-r < -cz corns, saretcggft *u 

iNcfc*,, 1 s ^1?^ 

c o o 6 6 ] * ft. *mi<D&um»&<D'$mt)mv i o v v zris- v 

[01] ^^©tRiRtt^faOSSIfflJ^^mfc^MH 
[0 2 ] a 1 te^Lfc©MXte^o D D £gWfr6a/c¥ffi0 
[03] @1©I I I — I I 1 H<D8tB50 10 
[0 4 ] B 1 {c^L/fcK»Rtt!BJa D D*T#{c^#L//c^§ 

[05] ■> -i > #mt<Di<k<D$mm*:™?¥Mm 1 9 

[06] v * is ^fmta>micfk<ommm^fik-r^wm 2 1 
[07 ] ? n»i 9 ^ zsvmtmttt 2 2 

-r^tiaii^iftBj-rsxsB 3 0 

[08] ®iimtt-?7i'--hmttt&mte?zim* 31 

mwrzxmm 3 2 

[09] £Hffl?-:7'*>&*i£&**IiI0 4 0 

l$H%<DmW] 20 4 1 

1 asffl^-^+> * 
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10A v^-fis-vm* 

1 1 J^vfiy— V 
1 1 A h*ft 
1 2 tRjRJi 
15 ^-/>yg|5tt 

15c ^^>^gm^** 

1 6 a> 16b mu-JVS^ 
18 &ttS!| 
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